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(54) AUTOMOTIVE MOLDING AND MOLDING METHOD THEREOF 

(57)Abstract: 

PROBLEM TO BE SOLVED: To obtain an automotive 
molding, onto the front surface side of which a 
protective film layer excellent in a scratch resistance, 
a chemical resistance and a weatherability is 
integrally and strongly laminated, and its molding 
method. 

SOLUTION: A molding main body is made of an 
olefinic resin. To an ornamental part 3, a flexible 
intermediate bonding layer made of an olefinic or 
styrene-based thermoplastic elastomer resin 
composition is laminated. On the front surface of the 
bonding layer, a protective film layer 6 made of an 
olefinic or styrene-based resin composition is 
laminated. Further, the molding main body is molded 

with a first extrusion molding machine by extruding a synthetic resin, with which additional 
materials such as mica, talc, glass fiber or the like are mixed. In addition, by pouring the 
olefinic or styrene-based thermoplastic elastomer resin composition for the intermediate 
bonding layer in a second extrusion molding machine and the olefinic or styrene-based 
thermoplastic elastomer resin composition in a third extrusion molding machine, the 
above-mentioned three matters are laminatedly molded within one mold die. 
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* NOTICES * 

JPO and NCIPI are not responsible for any 
damages caused by the use of this translation. 

1 .This document has been translated by computer. So the translation may not reflect the original 
precisely. 

2.**** shows the word which can not be translated. 
3. In the drawings, any words are not translated. 



CLAIMS 



[Claim(s)] 

[Claim 1] In various molding which consists of the perpendicular supporter and the upside ornament 
section with which various vehicles are equipped This molding body is formed from the olefin 
system resin of hard synthetic resin etc. The middle glue line which becomes this ornament section 
from a molding body, the thermoplastic-elastomer-olefin resin constituent which has thermal melting 
arrival nature, or a styrene thermoplastic elastomer constituent is intervened. Molding for 
automobiles characterized by carrying out the laminating of the protective coat layer which consists 
of an olefin system resin constituent excellent in the resistance to scuffing which has this middle glue 
line and thermal melting arrival nature in the front face which **** exposes, chemical resistance, 
etc., or a styrene resin constituent. 

[Claim 2] Molding for automobiles characterized by what was indicated to claim 1 characterized by 
using a component with elasticity nature softer than the hard olefin system resin constituent of this 
molding body or the olefin system resin constituent of this protective coat layer, and a styrene resin 
constituent for this middle glue line of claim 1. 

[Claim 3] the mixed synthetic resin which mixed the add-in material of fine particles of size various 
kinds, such as a mica, talc (talc), and a glass fiber, inside on this molding body that consists of olefin 
system resin of the hard synthetic resin in claim 1 etc. ~ with, claim 1 characterized by fabricating 
and molding for automobiles according to claim 2. 

[Claim 4] Inside hard or synthetic resin, such as hard olefin system resin which forms a molding 
body, a mica, The mixed synthetic resin which mixed various kinds of fine particles, such as talc 
(talc) and a glass fiber, is poured into the 1st extrusion briquetting machine. The thermoplastic- 
elastomer-olefin resin constituent of this middle glue line is poured into the 2nd extrusion briquetting 
machine. The olefin system constituent or styrene resin constituent which forms this protective coat 
layer is poured into the 3rd extrusion briquetting machine. The shaping approach of molding for 
automobiles characterized by operating three sets, said 1st extrusion briquetting machine, the 2nd 
extrusion briquetting machine, and the 3rd extrusion briquetting machine, to coincidence, and 
carrying out the polymerization laminating of a molding body, this middle glue line, and this 
protective coat layer in one inside one set of a metal mold dice. 



[Translation done.] 



http://www4.ipdl.ndpi. go.jp/cgi-binA^^ 8/21/2006 



JP,2000-1 17808 5 A [DETAILED DESCRIPTION] 



Page 1 of 4 



* NOTICES * 

JPO and NCIPI are not responsible for any 
damages caused by the use of this translation. 

1 .This document has been translated by computer. So the translation may not reflect the original 
precisely. 

2 **** s hows the word which can not be translated. 
3. In the drawings, any words are not translated. 



DETAILED DESCRIPTION 



[Detailed Description of the Invention] 
[0001] 

[Industrial Application] This invention relates to molding for automobiles which rigidity is high in 
the component of various molding bodies, such as window molding with which various vehicles are 
equipped, outer molding of a weather strip, inner molding, and roof molding, makes linear expansion 
small, and carries out the laminating of the protective coat layer which was excellent in resistance to 
scuffing, chemical resistance, and weatherability in the front-face side exposed to the front face of 
various molding in one, and its manufacture approach. 
[0002] 

[Description of the Prior Art] Generally as for this kind of window mall DEINGU, outer molding of 
a weather strip, and inner molding, polyvinyl-chloride system resin was used widely conventionally. 
However, although a thermoplastic-elastomer-olefin resin constituent and a styrene thermoplastic 
elastomer resin constituent came to be used instead of polyvinyl-chloride system resin from the point 
of a lightweight-izing and environmental cure and recycle, in order that this kind of resin might raise 
rigidity or might make linear expansion small, it was laying the piece of reinforcement of metals, 
such as stainless steel, under the interior at the thermoplastic-elastomer-olefin resin constituent and 
the styrene thermoplastic elastomer resin constituent using the binder. In this case, while weight also 
increases and cost etc. becomes expensive, there is a trouble which cannot do a recital. Furthermore, 
although the polypropylene resin of a hard olefin system was used in order to improve the above- 
mentioned trouble, there was a trouble of an abrasion being easily formed in the front- face side to 
expose. Then, like the method of construction of Japanese Patent Application No. 7-354722, 
although the laminating of the polyvinyl-chloride system resin was carried out to the front face, 
dynamic bridge formation thermoplastic elastomer (styrene thermoplastic elastomer) and polyvinyl- 
chloride system resin had very weak thermal melting arrival nature, and it was not able to use from 
the point of the environmental problem of polyvinyl-chloride system resin itself, either. And 
although the olefin system resin constituent excellent in resistance to scuffing and chemical 
resistance or the styrene resin constituent was put by extrusion molding on the surface of 
polypropylene resin, there was a problem which exfoliates easily in this case. Then, although various 
binders were used, since there was a fault which the gas of a solvent generates at the time of 
adhesion, there were many troubles also in respect of a working plane and an environment. 
[0003] 

[Problem(s) to be Solved by the Invention] Between the olefin system resin constituent of the 
protective coat layer which this invention is for solving each above-mentioned conventional trouble, 
and is located in the hard olefin system resin of the component of various molding bodies, etc. and 
the front face to expose, or a styrene resin constituent The thermoplastic-elastomer-olefin resin 
constituent and styrene thermoplastic elastomer resin constituent of a middle glue line with thermal 
melting arrival nature are intervened between this molding body and a protective coat layer. It aims 
at offering molding for automobiles which therefore fabricated to several sets of briquetting 
machines, and carried out the laminating of the whole to them firmly, and its shaping approach. 
[0004] 

[Means for Solving the Problem] In order to attain the above-mentioned purpose, the molding body 
of this invention is formed from hard olefin system resin. It is formed in this molding body from the 
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perpendicular supporter used as the attachment section, and the ornament section exposed to a front 
face. While consisting of this mall DEINGU body, a thermoplastic-elastomer-olefin resin constituent 
which has thermal melting arrival nature, or a styrene thermoplastic elastomer resin constituent, the 
laminating of the ******** is carried out to this ornament section. It is characterized by carrying out 
the laminating of the protective coat layer which turns into this middle glue line from an olefin 
system resin constituent effective in resistance to scuffing, chemical resistance, etc. which have this 
middle glue line and thermal melting arrival nature into the part exposed to a front face, or a styrene 
resin constituent. Moreover, as a component of this middle glue line, buffer nature is raised by 
elasticity nature using the soft ingredient rather than the hard olefin system resin of this molding 
body and the olefin system resin constituent of this protective coat layer, or the styrene resin 
constituent. 

[0005] Furthermore, while fine particles of size various kinds, such as a mica, talc (talc), and a glass 
fiber, are fabricated inside with the mixed synthetic resin mixed as add-in material and carry out 
toughening to it, it aims at making coefficient of linear expansion small on the molding body which 
consists of olefin system resin of hard synthetic resin. 

[0006] Moreover, what mixed each fine particles, such as a mica, talc (talc), and a glass fiber, inside 
hard or synthetic resin, such as hard olefin system resin, is poured into the 1st extrusion briquetting 
machine, and the thermoplastic-elastomer-olefin resin constituent or styrene thermoplastic elastomer 
resin constituent of a middle glue line is poured into the 2nd extrusion briquetting machine 
fabricating a molding body. The olefin system resin constituent or styrene resin constituent which 
forms a surface protective coat layer is poured into the 3rd extrusion briquetting machine. Three sets 
of the above knockout briquetting machines are operated to coincidence, and it is characterized by 
carrying out laminate molding of a molding body, a middle glue line, and the protective coat layer 
firmly in one inside one set of a metal mold dice. 
[0007] 

[Example] If a drawing explains the example of molding of this invention taking the case of outer 
molding of a weather strip, what is shown in drawing 1 will equip the upper limit of the door panel 
(13) which carries out guidance maintenance, and (13) with the rise-and-fall glass window (10) in 
the door (1 1 ) of vehicles (12), such as an automobile of this invention, molding (1) of outer molding - 
shown in drawing 2 and drawing 3 , and inner molding — the hard poly polypropylene bilene resin of 
hard olefin system resin ~ with, the ornament section (3) located in a perpendicular supporter (2) and 
the upper part is formed in one. The middle glue line (5) of the elasticity nature which consists of a 
thermoplastic-elastomer-olefin resin constituent or a styrene thermoplastic elastomer resin 
constituent is prepared in the front face of the ornament section (3). The ethylene methacrylic-acid 
copolymer which has hard nature comparatively into the part which the upper part exposes, or its 
metal salt, Or the protective coat layer (6) of an olefin system resin constituent and a styrene resin 
constituent which consists of those constituents is prepared, moreover, in the piece of a ridge 
pressure welding (7) of the shape of a lip which carries out pressure-welding contact with the rise- 
and-fall glass (10) formed in the molding body (1) While using a thermoplastic-elastomer-olefin 
resin constituent or a styrene thermoplastic elastomer resin constituent of elasticity nature etc. The 
small pressure-welding thin film (8) of the abrasion resistance which prepared the split-face section 
by hair transplantation or olefin system mixing synthetic resin of nylon etc. in the front face which 
carries out a pressure welding may be put. 

[0008] Furthermore, what is shown in dra wing 4 uses an olefin system resin constituent for a 
protective coat layer (6). When a styrene thermoplastic elastomer resin constituent is used for a 
middle glue line (5), Peel strength may be enlarged by the peel strength of a middle glue line (15) 
and a protective coat layer (6) becoming somewhat small, and carrying out the mediation laminating 
of the middle adhesion sublayer (9) of the constituent of polar-group content olefin system resin 
further. 

[0009] The example shown in drawing. 5 this invention next, as a molding body (1) of a window It 
fits in between the periphery of window glass (19), and a car-body panel (30). On a molding body 
(1), a perpendicular supporter (2) and the ornament section (3) are fabricated in one, and the 
insertion slot of a support projection (29) and window glass (19) is caudad formed in this 
perpendicular supporter (2) with the storm sewage gutter (28) from the upper part at one side. A sign 
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(13) shows adhesives. 

[001 0] Next, what is shown in drawing 6 shows the molding body (14) of outer molding of the 
weather strip of the conventional example, and is formed in one with the piece of a ridge pressure 
welding (32) which prepared the piece of perpendicular support (15) which laid the reinforcement 
axis (16) under the interior, the ornament upper part (17), and a pressure-welding thin film (18), and 
(32). As the component, it is formed with a polyvinyl chloride, rubber, the thermoplastic-elastomer- 
olefin constituent, the styrene thermoplastic elastomer constituent, etc. 

[001 1] Furthermore, if the shaping approach of molding of this invention is explained as shown in 
drawing J , the polypropylene resin of hard olefin system resin or the mixed synthetic resin which 
mixed fine particles, such as a mica, talc (talc), and a glass fiber, inside polypropylene resin is 
poured into the 1st extrusion briquetting machine (20) which fabricates a molding body (1). Next, an 
elastic thermoplastic-elastomer-olefin resin constituent or an elastic styrene thermoplastic elastomer 
resin constituent is poured into the 2nd extrusion briquetting machine (21) as a component which 
forms a middle glue line (5). Moreover, an ethylene methacrylic-acid copolymer, its metal salt, etc. 
pour into the 3rd extrusion briquetting machine (22) the olefin system resin constituent or styrene 
resin constituent which consists of those constituents as a component which forms the protective coat 
layer (6) located on the surface of an outside. And said 1st extrusion briquetting machine (20), the 
2nd extrusion briquetting machine (21), The 3rd extrusion briquetting machine (22) is operated to 
coincidence. Each synthetic resin by which melting was carried out passes a flow conduit (27) and 
(27), and makes the front face carry out the thermal melting arrival laminating of the protective coat 
layer (6) to the middle glue line (5) of the front face of the ornament section (3) of a molding body 
(1 ) in one inside one metal mold dice (23). The molding body (1) by which postforming was carried 
out advances, passes along a cooling water tank (24), cuts it in a predetermined dimension with a 
standard size cutting machine (26) through a taking over machine (25), and manufactures molding. 
[0012] Next, 90 degrees of hardness or more (JIS K7215 A degree of hardness) are used for the 
polypropylene resin of hard olefin system resin. Moreover, the mixed synthetic resin which mixed 
fine particles, such as a mica, talc (talc), and a glass fiber, inside the polypropylene resin constitutes. 
Moreover, therefore, the thermoplastic-elastomer-olefin resin constituent of a middle glue line (5) 
and a styrene thermoplastic elastomer resin constituent are constituted in the elasticity elastomer 
resin constituent of 40 - 85 degrees of hardness (JISK7215 A degree of hardness), and the olefin 
system resin constituent which consists of those constituents, such as an ethylene methacrylic-acid 
copolymer or its metal salt of a protective coat layer (6), or a styrene resin constituent is constituted 
by 90 or more (JIS K7215 A degree of hardness) degrees of hardness. Furthermore, RIBBU-like the 
piece of a ridge pressure welding (7) in contact with a rise-and-fall glass window (10) is constituted 
by the thermoplastic-elastomer resin constituent equivalent to said middle glue line, the pressure- 
welding thin film (8) in contact with the front face of the rise-and-fall glass window (10) — hair 
transplantation of nylon etc., an urethane coat, or melt viscosity — things — the frictional resistance 
in which ****** of the irregularity by mixed synthetic resin etc. was formed consists of pressure- 
welding thin films excellent in small abrasion resistance. Next, as an example of an experiment of 
extrusion, pour polypropylene resin into the 1st extrusion briquetting machine (20), and it heats at 
160-240 degrees C. Pour a thermoplastic-elastomer-olefin resin constituent into the 2nd extrusion 
briquetting machine (21), and it heats at 160-240 degrees C. Constituents, such as an ethylene 
methacrylic-acid copolymer which fabricates a protective coat layer, or its metal salt, are poured into 
the 3rd extrusion briquetting machine (22), and it heats at 160-240 degrees C, and it operates to 
coincidence and laminate molding of three sets of the knockout briquetting machines is carried out to 
it in one inside one set of a metal mold dice (23). Various molding shows the example of window 
molding to drawing .5 as examples other than outer molding of a weather strip. 
[0013] Next, as an example of an experiment which mixed the fine particles of talc (talc) with the 
BORJPURO pyrene resin of the hard olefin system resin in this invention, the result of the following 
coefficient of linear expansion was obtained. 
[Table] 
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[0014] 

[Effect of the Invention] This invention has the effectiveness which was remarkably excellent to 
resistance to scuffing and chemical resistance while the front face exposed to the exterior of various 
molding is strengthened more remarkably than the conventional thing, since it is constituted as 
explained above. Moreover, the olefin system resin of the hard synthetic resin of a molding body, 
etc. the thermoplastic-elastomer-olefin resin constituent of a middle glue line, and a styrene 
thermoplastic elastomer constituent, Since the olefin system resin constituent or the styrene resin 
constituent was used for the surface protective coat layer, while being able to carry out the 
laminating of the whole firmly by thermal melting arrival in one By having intervened an elastic 
thermoplastic-elastomer-olefin resin constituent or an elastic styrene thermoplastic elastomer resin 
constituent between the protective coat layer and the molding body In order that a middle glue line 
may carry out an operation of a buffer, the effectiveness of absorbing the blow of a surface 
protective coat layer etc. and preventing damage etc. is also acquired. By having used hard olefin 
system resin etc. for the molding body, like the conventional thermoplastic-elastomer-olefin resin 
constituent or a styrene thermoplastic elastomer resin constituent, since the rigidity of a molding 
body is insufficient, there is effectiveness the anxiety which the imperfection of the installation when 
attaching in the car-body panel of an automobile and fault generate is also ineffective. Furthermore, 
the outstanding effectiveness of the synthetic resin which mixed fine particles, such as a mica, talc 
(talc), and a glass fiber, raising rigidity further by use ****** ? arid decreasing the contraction 
expansion by heat etc. is in the interior of polypropylene resin, such as hard olefin system resin. And 
shaping becomes certain as the shaping approach of a molding body by carrying out the laminating 
of a molding body, a middle glue line, and the protective coat layer in one inside one metal mold 
dice. By having made the thermoplastic-elastomer-olefin resin constituent or styrene thermoplastic 
elastomer resin constituent used for the middle glue line intervene An ethylene methacrylic-acid 
copolymer or its metal salt of the olefin system resin constituent which constitutes the protective coat 
layer of the hard olefin system resin which constitutes a molding body, and a front face etc., Or there 
is anxious ineffective outstanding effectiveness, such as exfoliation, by carrying out thermal melting 
arrival of both with those constituents firmly, in addition, according to various molding of this 
invention, since-izing of the whole can be carried out [ lightweight ] as compared with conventional 
polyvinyl-chloride system resin, a thermoplastic-elastomer-olefin constituent, a styrene 
thermoplastic elastomer resin constituent, etc. since the metaled piece of reinforcement is not used, 
and adhesives etc. are not used, in a work environment list, it is good also to environmental sides, 
such as air pollution, and recycle is also possible — etc. — there is outstanding effectiveness which is 
not in the former. 
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DESCRIPTION OF DRAWINGS 



[Brief Description of the Drawings] 

[Drawing 1 ] It is the whole condition slant-face Fig. which equipped the vehicle with the weather 
strip of this invention. 

[Drawing 2] Similarly it is the vertical section side elevation of the drawing 1 A-A line of this 
invention. 

[Drawing 3] It is the vertical section side elevation which the weather strip of this invention 
expanded the part. 

[Drawing 4] It is the vertical section side elevation which carried out the laminating of the same 
middle secondary glue line of other weather SUTORIBBU of this invention too much and which was 
expanded in part. 

[Drawing 5] It is the vertical section side elevation of window molding of draw ing 1 B-B of this 
invention. 

[Drawing 6] It is the vertical section side elevation of the conventional weather SUTORIBBU body. 
[Drawing 7] It is the vertical section side elevation in which showing the shaping approach of 
molding in the condition of having used three knockout briquetting machines of this invention and 
which was removed in part. 
[Description of Notations] 

1 Molding . 

2 Perpendicular Supporter 

3 Ornament Section 

5 Middle Glue Line 

6 Protective Coat Layer 

7 Piece of Ridge Pressure Welding 

8 Pressure-Welding Thin Film 

9 Middle Secondary Glue Line 

10 Glass Window 

1 1 Door 

12 Vehicle 

1 3 Door Panel 

14 Molding Body 

1 5 Perpendicular Supporter 

16 Reinforcement Axis 

19 Window Glass 

20 1 st Extrusion Briquetting Machine 

21 2nd Extrusion Briquetting Machine 

22 3rd Extrusion Briquetting Machine 

23 Metal Mold Dice 

24 Cooling Water Tank 

25 Taking over Machine 

26 Standard Size Cutting Machine 

28 Storm Sewage Gutter 

29 Support Projection 
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DRAWINGS 



[Drawing 1] 
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[Drawing 6] 
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